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г «Work Order ID 90747 ШЕГІ *On7A 7* | . Po Page 1 
September-24-12. 2:34:05'PM y Ы Aou ЛЕ 2 
10: аз D3391-025 2 E Accept ` * МААГАА'Г\Г\& > | r: 
ЕЁ ; С NO00040100* : seo s *N|S4* 
tévision ID: Dem 2 Ç Ж E : j m 
itm Name: ` Aft Tube Assembly Ж у | I | “ке е ; мок YK N Q2* 
„фс Date: - 924/27 oSürtQtysl00 c 7 %4% _ 1.27 Cust Item ID; кы | 
. "sRequired Date: 10/26/ 12 веда О52140 ^ *4A* c f | Customer: . Quem 4 
ы ^ =. X 7% . f СА Y E S š ` ` 
i Reference: т a VE Ж us Wu . 0s Pee tU 


EE 


"| = ай à 


Approvals: _.` Process Plan: MEX. .. Date: XL- oq- — Tooling: 


ECT FD 


f Run, Start 5 А“ i 


М n 2 te > iv^ ta М HS $ с 27, I қ Stop 
g К QC: Ec ——: Date: RPM. "'SPC: XY/N): КЕ cim mato. т c мса IR2*. 
Р ЕЕ КЕЛЕКЕ КЕБЕ _ cS. ар s 2. ic. EJ Жасы MUS Aem 5 ben. EI PO s VÉ S > “N 
` Sequence ID/ Operation < И КЕ I Set Up/ H .Plan ER. Accept Reject ~ Reject ` Insp. , 
Work Center ID Description Е | _Сойе ZRI E Qty Number Stamp E 
! Draw Nbr nn Nbr | | `` 22 

03391 КЕСЕ 1 E: RS MEAT I : "x u 

100 | 22" | ' | 
ж 1 n n* MORI SEIKI CNC LATHE LARGE ғ ie 

n > ыы, e E єс -4@`=—/ 

Mori Seiki Memo m АЗАРЫ < Slk О 5 ; 

` Mori Seiki CNC Lathe Large r Turn as per Folio FA599 Rev: y? & Dwg 336% as l 
***scribe batch # on fwd end at 90 degree*** | 
2222110 " -, QC2- Irispect parts off machine'FAUFAIB ü | 0.00: * i: » 
:%440% 2n | ЕРА Ие 
ў : Qc Мейо 0.00 Š 
, Quality Control | 
>a ° 
2 ОС8- Inspect parts- second check : -0.00 : | ` QAS 
m E M m" мүл әу ЕТЕ | ? E 25 / 
*. Memo, ` 000. E x 
***INSPECT INSIDE BORE*** ` ` ` s UM | ' Е. Y ро 
Eus ғы | 


DQA: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE ü 
QA Closed: Date: 


NCR: Yes / NO 


| йге DISPOSITION 
| r Г > 


| Rework Skid-tube 
| Part Мо. Scrap Ш Machining 
| -as-i Thermoforming 


AGAINST DEPARTMENT/PROCESS 


Crosstube Water Jet Engineering; 

Small Fab Prod. Eng. Coor. Quality 

Finishing Rec/Store/Packaging Other 
Composite 


Work Order Update m Large Fab Supplier 


lili 


Landing Gear 


NH Bending 


m Centre Not Concentric to O/S 


E Cracks 


NH Crushed/Crimped. 

NH Cuffs 

Ш Heat Treat 

Ш Inspection Strip іп Tube 
Ш Ripples іп Bend 

m Torque Waves in Extrusion 
Е Turning Sequence 

Б Wave/Twist іп Tube 


H:/FORMS/Quality Аѕѕигапсе\арргоуеа QA/NCRWO Rev G 


Ovu Я! E 


64.02“ 


General- 


Ш Вепа ` 


| |BOM/Route 

|| Broken/Damaged 
Burrs 

m Contamination 

8 Countersink 

E Cut Too Short 

и Drill Holes 

m Drawing 

m Finish 

mH Folio 


FAULT CATEGORY 


E Grain 
Ш Hardware 


E Inspection Incomplete 

| | Instructions Incomplete/Unclear 
Е Maintenance 

| |Mislabeled 


Ш Misread 
| |otfset 


^| Out of Calibration 
Ш Out of Sequence 
| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


Work Order ID 90747 * * Pa 
ge 2 
September-24-12 2:54:05 PM Q n 74 7 
Item ID: D3391-025 Accept * * Setup Start Ж * 
Revision ID: NQ0004n1 00 NS1 
: Stop * * 
Item N : Aft Tube Assembl 
| ет Мате y N S 2 
Start Date: 9/24/12 Start Qty: 1.00 *4* Cust Item ID: 
| Required Date: 10/26/12 Req'd Qty: 1.00 *4 * Customer: | 
В Reference: 
: : | 7 Run Start д * 
j Approvals: Process Plan: Date: Tooling: u Date: — N R 1 
с Stop 
" : : : : * * 
- QC Date SPC (Y/N) Date N R 2 


г Sequence ID/ Operation | Set Up/ I Tool ID Tool# Plan Accept Reject Reject Insp. 
|. Work Center ID Description Run Hours Code Qty Qty Number Stamp 
Ы. 120 0.00 / ‚ DAS 
*490n* HAAS CNC VERTICAL MACHINING #1 су Ix nlt А / | 44 
| онай ЕС oan POSITIVE RECALL ` 
| HAAS CNC vertical machine #1 1-Масһіпе as per Folio ҒА 599 Rev: AA-& Dwg D3391 Rev: DE В 
| 2-Debur EFFECTIVE 2/24: AUTH 4- 
| RELEASED DATE — 
"we += leu 

130 QC2- Inspect parts off machine FAI/FAIB 0.00 2 / Z i ' DAS 
| ж ж IRJ 0f 14 . 
| 430 --4 E — s 
е QC Memo 0.00 ` 


Quality Control 


i QC8- Inspect parts - second check 0.00 № | í ° 

|. УТЫ е 2| lei | 6 98 

| = QC Memo 0.00 

| i Quality Control ***INSPECT INSIDE BORE*** 

7 „ mE = КО BEN pev DEN Мм И ОНИН u 


DQA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 
| Use-as-is Thermoforming 
NCR No. Work Order Update Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


PIE S l a = т — =+— 


лн ЕЛЫ КЛ D CR EL ү NN CDM ND ACCU i аа EN dE ааг SS SOM Rm E мерла очи ао а ы qur un TP mn онда ч UC MM ла NM у оаа" 


Landing Gear 


| Bending 


Ш Centre Not Concentric їо 0/5 


а Cracks 


И Crushed/Crimped. 

m Cuffs 

M Heat Treat 

NH Inspection Strip in Tube 
Ш Ripples in Bend 

BE Torque Waves in Extrusion 
Ш Turning Sequence 

BE Wave/Twist in Tube 


H:/FORMS/Quality Assurancevapproved QA/NCRWO Rev G 


General 
Е Вела 
| |ВОМ/Коше 
| |Broken/Damaged 
Burrs 
Е Contamination 
H Countersink 
Ш Cut Too Short 
m Drill Holes 
m Drawing 
Ш Finish 
| |Folio 


FAULT ы FAMTCATEGORY — | 


Ш Grain 
a Hardware 


Ш Inspection Incomplete 

E Instructions Incomplete/Unclear 
lš Maintenance 

|| Mislabeled 


Ш Misread 
Offset 


Ш Out of Calibration 
m Out of Sequence 
ШЕ Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Е Other 


Ы + 
| Work Order ID 90747 *O07A7* Page 3 
September-24-12 2:54:05 PM д 
Пет ID: D3391-025 Accept *NOOO0A0 1 600* Setup Start *N Q1 * 
. Revision ID: T E 
Item Name: Aft Tube Assembly Stop Ж N с 2 х 
Start Date: 9/24/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 10/26/12 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 
| ü Run Start x ж 
| Approvals: Process Plan: Date: 20 . Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: O O P ж N R 2* 
Sequénce-ID/ Operation ; Е Set Up/ | Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150 0.00 
* 4 R n* Skidtubes 
Skidtubes Mano 0.00 Xx — 
Skidtubes 1-Drill ( PILOT HOLE) aft cap holes per Dwg D3391 using DT8803 
160 0.00 
* 4 n n * BENDING MACHINE - SKIDTUBES 
CNC Bend 1 Memo 0.00 
CNC Delta 100 Bender Form as per Dwg D3391 Using Bend Prog 3391025 
170 QC5- Inspect part completeness to step on W/O 0.00 
*170* 
QC Memo 0.00 


Quality Control 


ом Раќе:/2//1/20 
Ц P 


QA Closed: (Є Date: 


M DISPOSITION | i AGAINST DEPARTMENT/PROCESS 
Work Order: O 
Rework i Crosstube Water Jet Engineering 
Part No. раза - 025 Scrap її Small Fab Prod. Eng. E = 


NCR: үе) No WORK ORDER NON-CONFORMANCE / UPDATE 


Use-as-is i u Finishing Rec/Store/Packaging Other 
Work Order Update Composite Supplier 


Root ` Description of work order update a Action Sign & 
Cause Date or Non-conformance Chi 6 Eng Description Date Verification QC Inspector 


jah (Š 
fa et 12-14 96. 


FAULT CATEGORY— 


Landing Gear General 

Ш Bending Ш Bend | | Grain Ovalized Pressure/Forced 

N Centre Not Concentric to O/S E BOM/Route Е Hardware Over/Under tolerance Temperature/Cure 

m Cracks М Broken/Damaged E Inspection Incomplete Part incorrect Weld 

m Crushed/Crimped. m Burrs Е Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 

| Cuffs Ш Contamination E Maintenance Part Moved 

қ Heat Treat Ш Countersink Eg Mislabeled Positioned Wrong 

Ш Inspection Strip іп Tube Ш Cut Too Short | Misread * Power Loss/Surge 19 Other 

m Ripples in Bend Е Drill Holes m Offset [АА УУ, a} учрал \ 

и Torque Waves їп Extrusion N Drawing Е Out of Calibration i 

Ш Turning Sequence Ш Finish Е Out of Sequence : Р ( | 

Ш Wave/Twist іп Tube i m Outside Dimensions | 
H:/FORMS/Quality Аѕѕигапсе\арргоуей QA/NCRWO Rev G 


'Work Order ID 90747 
September-24-12 2:54:05 PM 


*00747* 


Раре 4 


2-Drill float bag holes using DT8809 as рег Dwg D3391(Holes marked "A" Only. 


3-Drill wearplate holes as per Dwg D3391 using DT8878(Mid Tube) & DT8217 


Wearplate Jig . 


*****Do Not Open To Finished Size***** 


4-Drill Wearshoe holes as per DWG D3391 using DT8939 locating from 2 
previously drilled aft wearplate holes. 


5-Open wearplate holes to 0.250" and c'bore as per dwg D3391 


6-Open up all wearshoe , wearplate to 0.297"and float bag holes to 0.328" as per 


Dwg 03391. 


7-Deburr 


M NET RE *Nonnn4n100* ses жүс» 
Revision ID: с š 
: бет Name: Aft Tube Assembly Stop Ж N с 2 ж 
2 Start Date: 92412 — Start Qty: 1.00 *4* Cust Item ID: 
` Required Date: 10/26/12 Req'd Qty: 1.00 * 1 * Customer: 
Reference: | 
ü 7 Run Start д * 
Approvals: Process Plan: Date: |. .  — Tooling: Date: _ x N R 1 
Sto 
QC: Date: _ SPC (Y/N): Date: P ж N R 2 * 
Sequence ID/ u Operation Set Up/  Tool!D Tool# Plan Accept Reject Reject Insp. 
Work Center ТЮ Description Run Hours Code Qty Qty Number Stamp 
180 0.00 
ж 4 ой” Skidtubes 
Skidtubes мен 0.00 Ша 
Skidtubes 1-Ореп Aft cap pilot hole to .208" as per Dwg D3391 


DQA: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet 
Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


Engineering 
Quality 
Other 


FAULT Ы 20000000 FAUTCATEGORY 0000000000000 00000000 SES 


Landing Gear 
ll Bending 
Centre Not Concentric to O/S 
m Cracks 
E Crushed/Crimped. 
E Cuffs 
| Неаї Тгеаї 
Е Inspection Strip іп Tube 
| Ripples in Bend 
m Torque Waves in Extrusion 
H Turning Sequence 
и Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


General 
m Bend 
m BOM/Route 
Ш Broken/Damaged 
Burrs 
Ш Contamination 
lll Countersink 
a Cut Too Short 
m Drill Holes 
m Drawing 
Ш Finish 
ШЕШ» 


Е Сгаіп 
Ш Hardware 


m Inspection Incomplete 

an Instructions Incomplete/Unclear 
E Maintenance 

| |Mislabeled 


EK Misread 
E Offset 


E Out of Calibration 
Ш Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


"Work Order ID 90747 
September-24-12 2:54:05 PM 


*Q0747* 


Page 5 


Quality Control 


Item ID: D3391-025 Accept * М 900040 1 00* Setup Start Ж N с 1 * 
Revision ID: ` Б 
Item Name: Aft Tube Assembly Stop ж М с 2 ж 
Start Date: 9/24/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 10/26/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Date: _ М R 1 
; Sto 
ОС: Date: — — SPC (Y/N): Date: P x N R 2* 
Sequence ID/ . Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours : Code Qty Qty Number Stamp 
190 ОС5- Inspect part completeness to step on W/O 0.00 
*1 ОГ\* 
QC Memo 0.00 
Quality Control 
200 Chemical Conversion Coat per О$1005 4.1 0.00 
*ОГ\Г\* 
HandFinish Memo 0.00 
Hand Finishing 
210 QC7-Inspect Chemical Conversion Coat 0.00 
*21 (Y* 
QC Memo 0.00 


Work Order: 


Part No. 


NCR No. 


Landing Gear 


Ш Bending 


Ш Centre Not Concentric to 0/5 


Ш Cracks 

Ш Crushed/Crimped. 

m Cuffs 

E Heat Treat 

Ш Inspection Strip іп Tube 
Е Кірріев іп Bend 

Е Torque Waves in Extrusion 
E Turning Sequence 
E Wave/Twist in Tube 
H:/FORMS/Quality Assurancevapproved QA/NCRWO Rev G 


ООА: 


WORK ORDER NON-CONFORMANCE / UPDATE 


Rework Skid-tube Crosstube Water Jet 

Scrap Machining Small Fab Prod. Eng. Coor. 

Use-as-is Thermoforming Finishing Rec/Store/Packaging 

Work Order Update Large Fab Composite Supplier 


General 
gm Bend 
| |BOM/Route 
Ш Broken/Damaged 
| Burrs 
ШЕ Contamination 
m Countersink 
EE Cut Too Short 
Bi Drill Holes 
i Drawing 
ш Finish 
Ш Folio 


DISPOSITION 


QA Closed: 


[| S FAULTCATEGORY 000000000 000000 0 0 E LT CATEGORY 


Ш Grain 
| Hardware 


m Inspection Incomplete 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 


a Instructions Incomplete/Unclear 
Ш Maintenance 
Ш Mislabeled 


Ш Misread 
Ш Offset 


| Out of Calibration 
Ш Out of Sequence 
a Outside Dimensions 


Power Loss/Surge 


AGAINST DEPARTMENT/PROCESS 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


E Other 


a 


1 


Work Order ID 90747 


September-24-12 2:54:05 PM 


*00747* 


Раре 6 


Item ID: D3391-025 


Accept 


Hand Finishing 


AND REALODINE AS PER PAR09-043 


* * Setup Start Ж * 
Revision ID: NQ000401 nn NS1 
Item Name: Aft Tube Assembly Stop Ж N с 2 ж 
` Start Date: 9/24/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 10/26/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start ж ж 
Approvals: Process Plan: Date: _ Tooling: Date: | | |. N R 1 
Sto 
QC: Date: SPC (Y/N): Date: P ж N R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
220 0.00 
хо 2 n* Skidtubes 
Skidtubes Мейо 0.00 
Skidtubes Instal spacers as per dwg 03391 
A/R Magnabond 6398 Batch: 
exp. date : 
cure time 12hrs as per 0510015 
230 QC5- Inspect part completeness to step on W/O 0.00 
*92q0y* 
QC Memo 0.00 
Quality Control 
235 Pressure Wash per QSI005 4.3 0.00 
«225 
HandFinish Memo 0.00 


DQA: 


МСН: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: 


x DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Engineering 
Quality 
Other 


| Part No. 


NCR No. 


Landing Gear 


Ш Bending 


N Centre Not Concentric to O/S 

Ш Cracks 

Ш Crushed/Crimped. 

Ш Cuffs 

E Heat Treat 

Ш Inspection Strip іп Tube 

Ш Ripples іп Bend 

Ш Torque Waves іп Extrusion 

ш Turning Sequence 

Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
a Bend 
|| BOM/Route 
m Broken/Damaged 
| Виггѕ 
Ш Contamination 
Ш Countersink 
Ш Cut Too Short 
N Drill Holes 
Ш Drawing 
m Finish 
| [Folio 


FAULT o FAUTCATEGORY 0000002 20) 


Ш Сгаіп 

Ш Hardware 

Ш Inspection Incomplete 

a Instructions Incomplete/Unclear 
|] Maintenance 

Ш Mislabeled 


m Misread 
Ш Offset 


Ш Out of Calibration 
m Out of Sequence 
| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


ll Other 


“Work Order ID 90747 
September-24-12 2:54:05 PM 


*Q0747* 


Page 7 


! Item ID: D3391-025 Accept * М 900040 1 00* Setup Start Ж N с 4 ж 
Revision ID: : ` 
Item Name: Aft Tube Assembly Stop Ж N с 2 ж 
Start Date: 9/24/12 Start Qty: 1.00 *4 * Cust Item ID: 
; Required Date: 10/26/12 Req'd Qty: !.00 *4 * 
Reference: 
Start œ * 
Approvals: Process Plan: Date: Tooling: N R 1 
Stop 
: Date: È * * 
QC ate: — — SPC (Y/N) N R 2 
Sequence ID/ Operation ЕЕ Up/ Reject Reject Insp. 
Work Center ID Description Run Hours Number Stamp 
240 White Gloss(Ref:4.3.5.1) per QSI005 4.3-Alum 0.00 
*240* 
Powdercoat Memo 0.00 
Powder Coating START TIME: 
OVEN TEMPERATURE: 
FINISH TIME: 
250 QC3- Inspect Part Finish 0.00 
*2R(* 
QC Memo 0.00 
Quality Control 
260 0.00 
әб n* HandFinishing 
HandFinish Memo 0.00 


Hand Finishing 


СРОЧНОО 


l-Install inserts as рег Dwg 03391 
2-Install Aft Cap as рег Dwg 03391 
A/R Sikaflex-241/-291 

Sikaflex expiry date: 


3- INSTALL WEARPLATES AS PER DWG 


DQA: Date: 
NCR: Yes / Мо WORK ORDER МОМ-СОМҒОВМАМСЕ / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 


Crosstube 
Small Fab 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Composite Supplier 


Use-as-is Thermoforming Finishing 
Large Fab 


Work Order Update 


FAULT | FAMTCATEGORY — | 
Landing Gear General 


E Bending 


m Centre Not Concentric to O/S 


8 Cracks 

E Crushed/Crimped. 

и Cuffs 

ш Heat Treat 

| Inspection Strip іп Tube 
| Ripples in Bend 

| Torque Waves іп Ехїгиѕіоп 
| Turning Sequence 

Е Wave/Twist іп Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| |Bend 


| |BOM/Route 

Ш Broken/Damaged 
g Burrs 

Ш Contamination 

a Countersink 

m Cut Too Short 

| [prill Holes 

E Drawing 

gi Finish 

| [Eolio 


и Grain 
m Hardware 


| Inspection Incomplete 

m Instructions Incomplete/Unclear 
Ш Maintenance 

Mislabeled 


Ш Misread 
| Offset 


Е Out of Calibration 
E Out of Sequence 
Ш Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


-Work Order ID 90747 *Q() 7 47* 


Page 8 
September-24-12 2:54:05 PM 


Item ID: D3391-025 Accept * М 900040 1 00* Setup Start Ж N Q 4 * 


Revision ID: 


Item Name: Aft Tube Assembly Stop ж N с 2 x 
Start Date: 9/24/12 Start Qty: 1.00 747 Cust Кет ID: 
Required Date: 10/26/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
р Run Start д * 
Approvals: Process Pian: Date: Tooling: . Date: N R 1 
Sto 
QC: Date: 0 SPC (Y/N): Date: — —_ P ж N Р 2 ж 
Sequence ID/ Operation I Set Up/ Tool ID Tool? Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
270 QC5- Inspect part completeness to step on W/O 0.00 
*97N* 
QC Memo 0.00 


Quality Control 


280 Identify as per dwg & Stock Location: 0.00 
*290* 

Packaging Memo 0.00 
Packaging 
290 ОС21- Final Inspection - Work Order Release 0.00 
*20n* 

QC Memo 0.00 


Quality Control 


DQA: Date: 


NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


—rV TI. ea 
222020000 O FAMTCATEGORY — ЭЭ o > ÚÜl<W3 ] CATEGORY 
Landing Gear General 
lš Bending Ш Bend Ш Grain Ovalized Pressure/Forced 
a Centre Not Concentric to O/S NH BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
| Cracks N Broken/Damaged g inspection Incomplete Part incorrect Weld 
Ш Crushed/Crimped. Ш Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Cuffs Ш Contamination m Maintenance Part Moved 
m Heat Treat Ш Countersink Ш Mislabeled Positioned Wrong 
Ш Inspection Strip іп Tube Ш Cut Too Short Ш Мізгеаа Power Loss/Surge | Other 
a Ripples in Bend Ш Drill Holes | Offset 
m Torque Waves in Extrusion m Drawing Ш Out of Calibration 
m Turning Sequence . a Finish Ш Out of Sequence 


a Wave/Twist in Tube 
H:/FORMS/Quality AssuranceXapproved QA/NCRWO Rev G 


Ш Folio 


lš Outside Dimensions 


Picklist Print 


“September-24-12 2:54:04 РМ 
"i 


Page 1 


KEWork Order ID: 
Parent Item: 


Parent Item Name: 


Comments: 


90747 

D3391-025 

Aft Tube Assembly 
IPP Rev B 06-02-07 
IPP Rev:C 06-03-28 
ІРР геу D 07.03.20 
ІРР теу Е 07.11.07 
ІРР Rev:F 07-11-13 


ECN773 dwg геу. D ЕС 
Update Manuf. Instructions JLM 
revF dwg EC 


теу G dwg есп 1053p ЕС verified by: DD 
ECN 1056 DD verified by: EC 


IPP Rev:G 08-09-10 revH as per dwg DD verified by:EC 
DD verified by:JLM 


Start Date: 9/24/12 
Start Qty: 1.00 


11.11.14 AS PER REV.I 


Required Date: 10/26/12 
Required Qty: 1.00 


Component Item ID/ Replacement Mfg/ Bin Primary Route Unitof ^ Oty on Qty per Kit Total Status 
Item Name Item ID Purch Item Location SeqID Measure Hand 
D4095-047 Manufactured. Тө 260 Fach 20.0000 
Wearpad Assembly 
Location Loc Qty Loc Code 
ЕР001 
85498 
ЕР002 
86245 
D4095-049 Manufactured No 260 Each 24.0000 
Wearpad Assembly 
Location Loc Oty Loc Code 
FP002 
81612 
85613 
86246 
D6014-090 Manufactured No 100 Each 56.0000 
ALUMINUM EXTRUSION 
Location Loc Qty Loc Code 
LG 
77332 


o 


| ООА: Date: 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Root Description of work order update Initial Action Sign & 
| Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Work Order: 
Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


| 
| 
| 
x 
| 
| 


FAULT E FAMTCATEGORY |. 0000000000000 00000000 SE 


Landing Gear 
Ш Bending 
Centre Not Concentric to O/S 


E Cracks 


Ш Crushed/Crimped. 
m Cuffs 
| | Heat Treat 
| Inspection Strip іп Tube 
m Ripples in Bend 
Torque Waves in Extrusion 
и Turning Sequence 
m Wave/Twist in Tube 


H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


General 
BE Bend 
| |BOM/Route 
m Broken/Damaged 
Burrs 
E Contamination 
Ш Countersink 
Ш Cut Too Short 
ШЕ Drill Holes 
Ш Drawing 
| [Finish 
ШЕШ» 


Ш Grain 
Е Hardware 


Ш Inspection Incomplete 

я Instructions Incomplete/Unclear 
m Maintenance 

| |Mislabeled 


Е Misread 
| [offset 


lš Out of Calibration 
Е Ош of Sequence 
Е Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


m Other 


Parent Нет Мате: АЙ Tube Assembly 


D3670-4-200 Manufactured No 230 Each 
7 SPACER 
Location Loc Qty 
LG 40 
80360 40 
LG001 376 
78606 2 
81972 7 
85460 9 
87709 260 
88580 98 
02646 Manufactured No 270 Each 
Aft Cap 
Location Loc Qty 
FG 2 
85848 2 
FP002 88 
62678 5 
68280 5 
70945 1 
71070 2 
73294 1 
73825 2 
79562. 2 
81974 19 
85443 9 
85848 42 
September-24-12 2:54:04 РМ Shop Packet Print 


Start Qty: 1.00 


Required Qty: 1.00 


( 3 $T 
Picklist Print z 
E age 2 
September-24-12 2:54:04 PM 
- Work Order ID: 90747 
Parent Item: D3391-025 Start Date: 9/24/12 Required Date: 10/26/12 


416.0000 4 
Loc Code 

90.0000 1 
Loc Code 


Page 2 


DQA: 
WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet 
Prod. Eng. Coor. 
Rec/Store/Packaging 


Supplier 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


Engineering 
Quality 
Other 


NCR No. 


ple ж ыны л u y Ue 
FAULT Т FAULTCATEORY 7 о 


iE Grain 
N Hardware 


Ш Inspection Incomplete 


Landing Gear General 


| Bending 

m Centre Not Concentric to O/S 

| Cracks 

i Crushed/Crimped. 

E Cuffs 

Ш Heat Treat 

E Inspection Strip in Tube 

Е Ripples іп Bend 

Ш Torque Waves in Extrusion 

Ш Turning Sequence 

Wave/Twist іп Tube 

H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


E Bend 


| |BOM/Route 

m Broken/Damaged 
| Burrs 

Е Contamination 

Ш Countersink 

B Cut Too Short 

| [Drill Holes 

B Drawing 

o] Finish 

Г | Folio 


Ovalized Pressure/Forced 
Temperature/Cure 
Weld 


Wrong Stock Pulled 


Over/Under tolerance 
Part Incorrect 

gm Instructions incomplete/Unclear 
| | Maintenance 

| Mislabeled 


Bs Misread 
E Offset 


E Out of Calibration 
| Out of Sequence 
Ш Outside Dimensions 


Part Lost/Missing 
Part Moved 

Positioned Wrong 
Power Loss/Surge 


и Other 


в 20 = mas | LEUTE 
Picklist Print Page 3 
"September-24-12 2:54:04 PM 
«Work Order ID: 90747 
: Parent Item: D3391-025 Start Date: 9/24/12 Required Date: 10/26/12 
Parent Item Name: АЯ Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
03672-1 Manufactured № 270 Each 977.0000 2 2 
-Phenolic Washer 
5 Location Loc Qty Loc Code 
FG ]0 
85222 10 
FP001 28 
80369 28 
ST060 939 
72229 4 
76277 13 
83608 500 
85222 422 
ALS4-1032-130 Purchased No 260 Each 3,871.0000 14 14 
Insert 
Location Loc Qty Loc Code 
279 3000 
122763 3000 
ST280 205 
119084 116 
120671 89 
ST281 526 
120807 36 
120837 8 
122474 482 
ST282 140 
121269 140 


September-24-12 2:54:04 РМ 


Page 3 


| ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Root Description of work order update initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


CELA ae 


Landing Gear 


Ш Bending 


Centre Not Concentric to O/S 
Ш Cracks 
Ш Crushed/Crimped. 
ЕЗ Cuffs 
и Heat Treat 
m Inspection Strip in Tube 
m Ripples in Bend 
WQ Torque Waves in Extrusion 
m Turning Sequence 
m Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
Ш Bend 
| |BOM/Route 
E Broken/Damaged 
Ш Burrs 
| Contamination 
m Countersink 
Ш Cut Too Short 
| [Drill Holes 
| Drawing 
Finish 
m Folio 


FAULT 6-22 S FAUTCATEGORY — o | 


B Grain 

B Hardware 

| | Inspection Incomplete 

E Instructions Incomplete/Unclear 
gn Maintenance 

E Mislabeled 


| | Misread 
NH Offset 


Ш Out of Calibration 
m Out of Sequence 
Ш Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


Picklist Print 
`September-24-12 2:54:04 PM 


Page 4 


-Work Order ID: 90747 
¿Parent Item: D3391-025 Start Date: 9/24/12 Required Date: 10/26/12 
Parent Item Name: АП Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
` SALS4-1032-225 Purchased No 270 Each 2,747.0000 8 
"Insert 
Location Loc Qt Loc Code 
FP-B 1308 
122290 1308 
ST281 1416 
108696 146 
110768 62 
118386 55 
118966 68 
121269 85 
122827 1000 
ST282 23 
120410 10 
120451 13 
AN3C4A Purchased No 270 Each 2,062.0000 6 
BOLT » 
Location Loc Qty Loc Code 
FG 20 
122814 20 
ST350 2042 
120187 3] 
120521 28 
120769 38 
121205 61 
121556 8 
122151 42 
122416 4 
122814 1330 
123021 500 
September-24-12 2:54:05 PM Shop Packet Print Page4 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Water Jet 
Prod. Eng. Coor. 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


Engineering 
Quality 


Rec/Store/Packaging Other 
Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Landing Gear 


g Bending 


Е Centre Not Concentric to 0/5 
Е Сгаскѕ 
Ш Crushed/Crimped. 
Cuffs 
E Heat Treat 
Ш Inspection Strip іп Tube 
Е Кірріев іп Вепа 
m Torque Waves in Extrusion 
| Тигпіпе Ѕедиепсе 
Е Wave/Twist іп Tube 


H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


General 
Е Вепа 
| |BOM/Route 
| Broken/Damaged 
Burrs 
m Contamination 
m Countersink 
Е Cut Тоо Short 
E Drill Holes 
E Drawing 
m Finish 
Ш Folio 


б ғйтТСТбОЯОУ00ҘД9595оо00 E CATEGORY 


Ш Grain 
Е Нагамаге 


m Inspection incomplete 

B Instructions Incomplete/Unclear 
E Maintenance 

Ш Mislabeled 


ШЕ Misread 
Ш Offset 


a Out of Calibration 
Ш Out of Sequence 
m Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part [Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


NE Other 


+ 


Picklist Print 
`September-24-12 2:54:05 PM 


Page 5 x 


Work Order ID: 90747 
Parent Item: D3391-025 
Parent Item Мате: АЙ Tube Assembly 


Start Date: 9/24/12 
Start Qty: 1.00 


Required Date: 10/26/12 
Required Qty: 1.00 


AN3CSA Purchased No 270 Each 1,243.0000 4 4 
Bolt 
Location Loc Oty Loc Code 
FG 5 
122800 5 
FP001 7 
115835 7 
ST350 1231 
115835 0 
116419 28 
117343 13 
117764 7 
117872 2 
119749 23 
120423 28 
\ 121255 23 
121708 500 
122141 80 
ек; 122800 527 
AN960CIOL NAS1149C03322R Purchased No 270 Each 21.0000 10 10 
| washer 
Location Loc Qty Loc Code 
ST 21 
107534 21 
September-24-12 2:54:05 PM Shop Packet Print Page 5 


DQA: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Water Jet 
Part No. Prod. Eng. Coor. 
Rec/Store/Packaging 


Supplier 


Engineering 
Quality 
Other 


| 
| 
: 
| 
| 
| 
| 


Landing Gear 


E Bending 


= Centre Not Concentric to 0/5: 


® Cracks 
E Crushed/Crimped. 
Ші 
| и Heat Treat 
Inspection Strip in Tube 
| Ripples іп Bend 
@ Torque Waves їп Extrusion 
| Turning Sequence 
m Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev G 


General 
| Вепа 
' | |BOM/Route 
Ш Broken/Damaged 
Ш Burrs 
m Contamination 
m Countersink 
m Cut Too Short 
| [Dril Holes 
Drawing 
Ш Finish 
Ш Folio 


FAULT О LL TFALTCTEONY 7/7/77 | 


а Сгаіп 

я Hardware 

и Inspection Incomplete 

Е Instructions Incomplete/Unclear 
Ш Maintenance 

| |Mislabeled 


m Misread 

Offset 

ll Out of Calibration 
E] Out of Sequence 
и Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


54 kv 
ү? 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Ш Other 


DART AEROSPACE LTD 


Description: Float Skidtube (412 Part Number: 
| | ЕА ааа Ера 
Inspection Dwg: 03391 Rev: | : Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 


Drawing 


Dimension 


+/-0.010 


> chamfer ` 


+/-0 g 


T Too | "-| ne ze 
. 80? x 0.060 КЕН 
Екен 


о 
to 
= 
9 
1 
N 
à 
~ 


R0.062 +/-0.010 ROLA B - 
@0.484 +0.005/-0.001 ЯУ; — Uer HC- 04 


DAS 

Measured by: 14 [Date] /9/04/р0/ ] 
Audited by: 2-0 е > Date: Ро | ] 
Rev | Date | Change 5448 
А | 06.04.24 | New Issue P/O D3391-015/-025 KJ/JLM [l l L ` | 
B Dwg revision update кнг ыы 
С @0.208 dimension removed кулм ү 77 
0.400 dimension removed KIM || 
E Dwg Rev. updated |K/ECIDD | — 
F Dimensions updated per Rev H and NCR09-028 КЛМ |] | | 
Dimension 0.200 removed ` KJ —— 

H 111.06.21 | Dimension 44.995 removed us mi KJ 
| | 12.05.15 | Dwg Rev updated [KJ AN. | .. | 
J |12.05.23 | Dimension updated ' KJ W L M 


H:\FORMS\Quality Assurance\approved QA\FAI теуЕ t 


| 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 

D3391-011 


FWD TUBE ASSEMBLY 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4 PL 


D3391-013 


TRANSFER DRILL THRU MIÐ TUBE ASSEMBLY 


D3391-011 OPEN TO 
Q@0.438 0005 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF D3391-015 


WEARSHOES AFT TUBE ASSEMBLY 


=——— O т = = 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


4PL 


D4095-043 
WEARSHOE 


D4095-045 


3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL @0.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-041 


4 7) FIT D4095-043 TO SKIDTUBE WITH 02571 АМО 02572 SADDLES INSTALLED WITH 
4 rus WASHER THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-043 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


D4095-051 
WEARSHOE @0.50 шыны А D4095-047 | 
ВЕР ір. Æ WEARPAD 
8 А ИАЕА 
AN3C4A BOLT (1) PE CP REPRE A 
с AN960C10L WASHER (1) 
т D4095-041 | D4095.049 
WEARSHOE D4095-045 AN3C4A BOLT (1) а ЕК REF 
А WEARSHOE АМ960С101. WASHER (1) “- AN960C10L WASHER қыны ыы 
| E die AN3C7A BOLT 
А A AN960C10L WASHER 
^ 4PL 
03391:041 ASSEMBLY Г REMOVE GASKETS АМО REPLACE ALL WEARSHOES: 
` с VS ENS, PARTS LIST UPDATE, ZN А8-1, ZN АВ-2, ZN A6-4, ` 
SHOP СОРУ I ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, р 
ME ZN АЗ-1, ZN A3-2, REMOVED INSERT AELS-1032-130, | ХОР | 11.10.13 
RETURN TO ZN B6-4, 82-4, C7-8, C3-8; REMOVED HOLES, ZN D6-4 
ENGINEER: ZN 02-4, ZN 07-8, ZN D3-8 
G ED L E À S Ë DRAWING UPDATED TO CURRENT STANDARDS. 
- D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST UNCONTROLI ED u> Ë SHT 1 PL ADDED D3591-1 BUSHING. ZN С6 @0.438 DIM 
Š ; ОМ EDU 0-1-0 П н | WAS 4 PL. ADDED 20.499 DIM АМО 03891-1 BUSHING. | — | 08.08.20 
X AK 2011 -11- SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 98: 
| am PARTNUMBER | DESCRIPTION SUBJECT TO АМРМСМЕА I qute: WAS 4 PL. ADDED 00.499 DIM AND 03591-1 BUSHING. 
CX еги FLOAT SRIBTUBE ASSEMBLY WITHOUT (FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 
WORK ОКТ м "m REPLACE NAS INSERTS W/ AELS INSERTS 
| е G | SWITCH TO 03670-ХХХХ SPACERS FOR INSTALLING | DC | 07.07.31 
1 D3391-011 FWD TUBE ASSEMBLY 
I + T55394015 - MID TUBE ASSEMBLY о О су: q 4 22; M ЫЗ - |... | FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
я AFT TUBE ASSEMBLY GENERAL NOTES — UZ-o9- 23 ADD SS WEARSHOE, GASKET cu: ЕТТІ 
| F | REMOVE FWD SADDLE HOLE -011/-021 m 
i D3591-1 BUSHING 1). FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 E ] CHANGE TOLERANCE, EASE MANUFACTURE 
i WASHER POWDER COAT WHITE (4.3.5.1) PER DART QSÍ 005 4.3 AN D. — UPDATE TOLERANCE: CANGE НОСЕ SIZE eia Г 
1 D4095-041 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" : — 
D4095-043 C | LENGTHEN АЕТ EXTENSION 05.09.27 


05.06.10 
05.02.07 
DESCRIPTION 
реч — | en T DART AEROSPACE USA, INC 
paw — | эр | KENT, WA 
(СнЕСКЕО | 2  |DRAWNGNO. REV. | 
MFG. APPR. Ps |03391 SHEET4 OF 8 
7 | SCALE 
ПОЕ АРРА, _ | ‹ |412 FLOAT SKIDTUBE NTS 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 


DRAWING UPDATES 
NEW ISSUE 


THIS DOCUMENT r$ PRIVATE AND CONFIDENTIAL AND tS SUPPLIED CN THE EXPRESS CONDITION THAT IT IS 
NOT TO EE USED FOR ANY PURPOSE OR COPIED OR COMVUMICATED TO ANY OTHER PERSON WITHOUT 
WETTEN PERMISSION FROM DART AEROSPACE USA, INC. 


AFIT 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-021 
FWD TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-025 
AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU D3391-023 
D3391-021 OPEN TO MID TUBE ASSEMBLY 


50.4380000 


TRANSFER DRILL THRU 
D3391-021 OPEN TO Ø0.499 
AND INSTALL D3591-1 BUSHING 


D4095-051 


@0.50 D4095-047 
uc а ER D 
| A REF 
n AA А ЕА 04095-043 AN 
AN3C4A BOLT WEARSHOE AN 
AN960C10L WASHER D4095-049 


D4095-041 


4PL WEARSHOE -— AN3C6A BOLT Mcd 
БЗР АМЗСбА AN960C10L WASHER 
АМЗСДА BOLT AN960C10L WASHER yis 
WEARSHOE AN980C10L WASHER 6PL 


AN3C7A BOLT 
AN960C10L WASHER 
4PL 


ñ 20 PL 


D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST SENERAL NOTES 


GTY T PART NUMBER (ревеніетіон |1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
3 | | POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 AN 
X 03391043 [FLOAT SKIOTUBE ASSEMBLY | 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON” ; )LEASEI 
T ат —lENDTUSERSSEMBLY | AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH МЕК DEGREASER. D [| : 
T IDEO HD TUBE ASSEMBLY 1 3) TOLERANCES: PER DART QSI 018 UNLESS. OTHERWISE NOTED m-n- 94 ЇЧ 
] 4) UNITS: INCHES UNLESS OTHERWISE NOTED 


1 | 03391-025 АЕТ TUBE ASSEMBLY 


| 5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL @0.297 SIZE HOLES 
I D3591:1 BUSHING FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
L D4095-041 WEARSHOE 4 WHERE INDICATED. 

j 

i 

i 


i D4095-043 WEARSHOE 
ГБ4095-045 WEARSHOE 6) FIT D4095-044 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 


APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND DART AEROSPACE USA, INC 


WEARPAD 
I D4095-049 | WEARPAD TRANSFER DRILL 220.50 HOLES FROM SADDLE TO D4095-041 DRAWN KENT, WA 
"1 D4095-061 WEARSHOE 7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH CHECKED | — j |ORAWINGNO. REV. 1 
E THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND АЕТ HOLESAND Гас APPR. NK ]D3391 SEETI OFS 


10 — T ANSCBA TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


i АМЗС7А 
1 ANSEDC10L 


APPROVED $7 | 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
S PRIVATE AND CONFIDENTIAL AMD t5 SUPPUFO ON THE EXPRESS 1 


4” 


30.1 
DIST TO CENTER OF BEND 


D3391-1 CUTTING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


SECTION A-A 
SCALE 2X 


*0. 
3.59070 025 


— | osere 


SECTION В-В. 


SCALE 2X 


13° REF 


13.0 
REF DISTANCE TO 
TANGENT POINT 


D3391-011/-021 BENDING DETAIL 


(MAKE FROM D3391-1) 


53.460 
@3.750 


— H аә 


SECTION C-C 
SCALE 2X 


| 3.30079 099 


RE LEAS EF 
2011-11- 04 


"DART AEROSPACE USA, INC 
KENT, WA 
DRAWING NO. REV. I 
D3391 I SHEET3 OF 8 
SCALE 
DE APPR. | = |412 FLOAT SKIDTUBE NTS 


DATE 11.10.13 "m COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 


WATTEN PERMISSICH FROM DART AEROSPAZE USA. DIC. 


20.000 
5 ЕО. SPACES 
4.000 РІТСН 


4.000 
2.000 


8.000 


2.79 


DRILL #4 (20.209) 
4PL 


DRILL #4 (20.209) 
4PL 


4.000 
2.000 


DRILL THRU 21/64" (20.328) 
9PL 

CSINK 00.438 х 45° 

(8OTH SIDES) 


DRILL THRU 21/64" (20.328) 
ірі @0.640 


725 C'SINK @0.438 x 45° DRILL @0.297 


(DISTANCE TO FWD (BOTH SIDES) 10 PL 
SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL D3391-021 DRILLING DETAIL 


20.640 


DRILL 60.297 
10 PL 


7.25 N 
(DISTANCE TO FWD 
SADDLE HOLE, REF) 


А INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 
GRIND FLUSH PRIOR TO PAINTING 

PRIOR TO PAINTING 4PL 


INSTALL INSTALL 


DETAIL D AELS-1032-225 DETAIL D AELS-1032-225 
AFTER FINISH AFTER FINISH 
10PL 10 PL 


4095-051 D4095-051 
WEARSHOE VAN WEARSHOE AN 
AN3C4A BOLT : AN AN3C4A BOLT 
B AN960C10L WASHER AN960C10L WASHER 
D3391-011 ASSEMBLY DETAIL ӨРІ р3391-021 ASSEMBLY DETAIL ӨР! 
D3391-011 ASSEMBLY DETAIL. D3391-02t ASSEMBLY DETAIL. 


: SEAL WITH 
SIKAFLEX-241/-291 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
——— — лоо Азыз 


ЦЕ LEASE 
AN3C4A BOLT 

D3672-1 WASHER n -1-04 É 
AN960C10L WASHER 

4 PL 


DESCRIPTION 


1 D3391-011 
D3391-021 


FWD TUBE ASSEMBLY 
FWD TUBE ASSEMBLY 


D3401-041 
TOW CAP 


TOW CAP 


| SPACER ` сезе: | "PH | DART AEROSPACE USA, INC 
г WASHER SALE SX 


[снескєб-__ [үү __Тбилїинёнө. REV. | 
мео арға | "NN D3391 энеет4 OF 8 


APPROVED | СД, [тїтє 3 SCALE 
cmm. f |. 
DE APPR. | ЖЕ? |412 FLOAT SKIDTUBE NTS] 


PME 1110.13 |Б EE Es REL a 


] 2 54 


+0.00 
REFER TO 0.705040 


DISTANCE ТО DETAIL К , 
FWD END OF Y 


D3389-1 WEB = — 
232 : DISTANCE TO 


Y . ЕМО ОҒ WEB 
419 
REF 


x. 1 DETAIL E 


DETAIL J DRILL THRU 21/64" (20.328) DETAIL K 
SCALE 4X CSINK 20.438 X 45° (BOTH SIDES) D3391-013 ASSEMBLY DETAIL I SCALE 4X 


WELD INTO PLACE 


D3681-1 SPACER m & GRIND FLUSH 3 
(BOTH ENDS) REMOVE 0.225 


FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


ТҮР ; Ж A J DRILL 20.297 
INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH : FROM TOP AND BOTTOM 
TYP TO 3.610 


DRILL 20.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT SCALE 5X 
MS27039C1-09 SCREW 

D3672-1 WASHER 

АМ960С101. WASHER 

AFTER FINISH 

4PL 


SECTION G.G SECTION H-H 12 PL SECTION X-X 


SCALE 5X SCALE 5X SCALE 5X 


D3391-013 MiD TUBE ASSEMBLY PARTS LIST 


D2500-1-100 
D3389-1 | 
| DRILL 20.250 SECTION LL-LL 


APE SCALE 5X 


DETAILE 
SCALE NONE 


[peson | ен | DART AEROSPACE USA, INC 


ANS60C416L ^ | Y à i 
га — |MS27039C1-09 DRILL @0.391 i E DRAWN DF 
INSTALL А1 54-428-165 INSERT | CHECKED 5 DRAWING NO. REV. 1 


SHEET5 OF 8 
D3672-3 WASHER x | z 
D3391-013 MID TUBE ASSEMBLY. AN9680C416L WASHER 
1) MATERIAL: МАКЕ FROM D2500-1-100 EXTRUSION AFTER FINISH r 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 à 4PL SECTION L-L COPYRIGHT € 2005 BY DART AEROSPACE USA, INC 
T"'SCATESX | HI DOCUMENT G PAVATE AMD CONFIDUNT:AL AND IS SUPPULD ON THE ЕХРАСЫЗ GONDITICH THAT IT ($: 


NOT TO BE USED FOR ANY PURPOSE OR COPIED ОЛ COMMUNCATEO ТО ANY OTHER PERSON WITHOUT 


3) WELDING: PER DART QSI 004 SCALE 5X ANDR PSA SO EI datam MENU EO UR ME 


Y 

070250 36.500 
10.500 

DISTANCE ТО REFER TO 


H 
FWD END OF | [| 
D3389.1 WEB ж... ЕДЫ a s= 
— 1 L| OA aI ri] 
| " [ SN DISTANCE TO > 


4:94 0.50 
` END OF WEB 
REFER TO 419 
REF 


| 
m 
| 


X 


DETAIL J А 
DETAIL Ј DRILL THRU 21/64" (20.328) 
SCALE 4X CSINK 20.438 X 45° (BOTH SIDES) 

5 PL 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
INSTALE ` & GRIND FLUSH 


D3681-1 SPACER PON (BOTH ENDS) REMOVE 0.225 


FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


DRILL 20.297 
INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 
SECTION G-G SECTIONH-H sPL SECTION X-X, SECTION Y.Y 
SCALE 5X SCALE 5X 


SCALE 5X SCALE 5X 
ÜELEASE 


D3391.023 MID TUBE ASSEMBLY PARTS LIS 
DESCRIPTION 
° (ші -H- 04 


MID TUBE ASSEMBLY 


D2500-1-100 | EXTRUSION 
03389-1 WEB 


1 
L S  jpsosi1 — E — — | 


| DART AEROSPACE USA, INC 
eee — — 


DRAWING NO. REV. I 


| МР aee |" 03391 SHEETGOF 8 
D3391-023 MID TUBE ASSEMBLY [АРРНОУЕО | Ар” |ТтЕ SCALE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION ЕНІ ЕЕЕ ШЕ. | 412 FLOAT SKIDTUBE NTS 


` 2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 РЕК QSI 015 
3) WELDING: PER DART QSI 004 DATE 11.10.13 COPYRIGHY @ 2005 BY DART AEROSPACE USA, INC 


NE. 


0.200 
REF 


VIEW BB-BB 
SCALE 4X 


SECTION AA-AA SECTION N-N 


SCALE 6X SCALE 6X 


TO TAPER 
MACHINE CONSTANT 


TAPER FROM 93.750 
TO 93.200 


REF 
DIST TO CENTER OF BEND 


DETAIL V 


DETAIL S 
SCALE 4X 


[— овал о 


NG Ø3.750 


Ro.062 REF 


SECTION P-P 


SCALE 4X 


SECTION Q-Q 


SCALE 6X 


CHAMFER 
30°X0.060 DEEP 


DRILL #4 (20.209) 
2PL 


DETAIL V 
SCALE 6X 


SECTION R-R 
SCALE 6X 


оаэ 
2011-11- 94 


COPYRIGHT € 2005 BY DART AEROSPACE USA, INC 
Tes COCUMCNT LS PRIVATE AO CONGIOCNTIAL AND TS SUPPLIED ON THÉ EXPRESS CONOETION THAT TT (9 
NOT TO бе USED FOR ANY PURPOSE OR OOPIED OR COMMUNICATE) TO ANY OTHER PLASQN V THOUT 
VIRETTEM PERMESON АМ DART AERGEPACE USA, INC. 


R30.0+2.0 


36.000 
— 9 EQ. SPACES 
4.000 PITCH 


4.2%0.25 t -o -1- S 


D 
DRILL THRU 21/64" (20.328) ! DRILL THRU 21/64" (20.328) 
14 PL e 4PL 
91 ВЕР ORILL 20.207 CSINK 20.438 X 46° ел REF ӘНІ 2529; CSINK 20.438 X 45° 
DISTANCE BETWEEN HOLE АМО 22 PL (BOTH SIDES) DISTANCE BETWEEN HOLE AND (BOTH SIDES) 
TANGENT POINT 537 TANGENT POINT 537 
D3391-015 SENDING AND DRILLING DETAIL 03391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) (SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOSOND 6398 SEAL WITH MAGNOBOND 6398 
GRIND FLUSH GRIND FLUSH 
PRIOR TO PAINTING PRIOR TO PAINTING 


С 
(NO CBORE) 


(NO CBORE) 


03391-025 АЕТ TUBE ASSEMBLY 


ДА [S> es 
405-049 

š WEARPAD 04095-04? WEARPAD D4095-047 А 
RPAD WEARPAD ` 

3391-015 ASSEMBLY AND CBORE DETAIL WEAI MUCH BO! 

(SEE TABLE) ANSCSA BOLT — 
AN960C10L WASHER ANSCAA BOLT A AN960C10L WASHER масая вот ЕНЕН A 
4PL AN960C10L WASHER 4PL 4PL 

4PL | 
3391-015/-025 ДЕТ TUBE ASSEMBLY PARTS LIS D3391-025 ASSEMBLY AND CBORE DETAI | 
Ma 
PART NUMBER | DESCRIPTION | (SEE TABLE) | 
D3391-015 AFT TUBE ASSEMBLY | 


SEAL WITH 
18" 


ЅІКАҒЦЕХ-241/-291 в 
ТҮР 
АЕТ САР | DRILL 20.391 
SPACER < CBORE Ø0.516 X 0.040 DEEP 
5 WASHER PS INSTALL ALS4-428-165 INSERT 
WEARPAD i 4PL 
WEARPAD 
T TUBE ⁄ М Ж 
-= 27% AN3C4A BOLT 
D3672-1 WASHER 
AELS-1032-130 INSERT ` 
AELS-1032-225 INSERT Ам960С101. тек 
INSERT SECTION UU SECTION CCEC t S V DETAILI 
AN3C4A BOLT SCALE 3X SCALE 3X Е L Ë А d». SCALE 4X 
ANSCSA BOLT | 
АМ950С101. WASHER 


2011-11- 04 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


0.430 X 0.170 
20.430 X 0.170 
020.430 X 0.040 


AELS-1032-225 
AELS-1032-130 
AELS-1032-130 
AELS-1032-130 


a. ё í 


